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ORTHOPEDIC CASTING BANDAGE JS^A muJ,i P ,e - c ° , ^«l. patterned sleeve for wear- 

a ?** has ■»*> been sold commercially 
FIELD OF THE INVENTION oraS M }V*T Tm mtere " in "^colored casts, no 

tn . of dcm *nds on the time and ski]] of the 

background of the invention £S p ~; — * — , s are 

Polymeric casting materials have gained wid« n r««i ~ 
commercial acceptance during the^asTd^e ^ SUMMARY OF THE INVENTION 

of being light weight, and strong. Synthetic laXg P*"^ onhoprfi c«tt£,£oun * TJS^^'r 
Z Pf ro " hiden'ed state » S PolymeElo fom a^e co^r^t or 

the cut is breathable. Typically, orthopedic synthetic P le - *P«n"ely colored cistZ ban^aeTt^fo™ " 
casts are made from a curable resm-im^gmK^ ti P ,e «»ored cast. Tli. e% hwdSSi of T I 
Wy kS^ r ^ ,in8 i2 Pe ; ? e fabric ' -hich£ P «fe". 20 ,io " =» * applied to the pa?,eTmT c conventional" 
f^uc^ ^ T" 1 ° f f lass f,bers s y««hetic and """-I The casTb.nd.ge of to £2£ 

f3J££ P ° lyes er> n y lon > Polyolefins and the like. comprises an open mesh fibrous tape together w?t h a 
encSwf^' ^ St,ng ^™ch have expert- ha «lenable liquid resin coated on the fibrous ouT a„rf 

m U I' Pa^r.T, 6 ^ ^"P""" rioted „ J"*«* » -P-e of curing to form a iS3LlK2 

e^ol^v „ . 4 < 433 680 - These casting materials 23 ,ucen . t or tnmsparent hardened plastic. At lea* on * 
employ a water activatable polyurethane prepolymer < ? lonn 8 ** mt " stably retained b\ the fibroid J£ 
Sei™ 0nW,nS a u d ™ or Pholinodiethylether «XT i he P resence of the lurdenable KqS^^SfbE 
^Z°?K ,0nS "T* ' ,0n * she,f ,ife du ™g which d,S P° sed on « » Portion of tteTbro" ta~ Ad 
Whe? HI *T POiym " remains ln ^e liquid state „ vantageously. at leas, two different colormg agwislJe' 

*£E^tt£?^*S^ 35™ " PredC,CrTninCd - «"«« of « .east ,£ 

usually over a tubular, knitted fabric and a p*dm£X ] n one P refc ™» embodiment of the invention the 

Ste SlmmlS,? 1 raP ' d1 / ,0 * COndition wh « » " capa! „ f° ,onn « *««" « agents disposed on the fibrous tw 
We of immobilizing a fracture. 35 comprise one or more dyes which have been 

widespread commercial acceptance. Coloring of cast- ^ fibrous tooe " advanttgedusly comoosed ofon*^ 
»■•«— accomplished by adLg «« -«™! " Symhetic fibe " eK253£S £ 

foT^Dte tosS P J* po,yme t r matc ^ as disclosed. ^ P ,a f? c ^Pedic cast. The fibers cJ include 

ror exampje, in Strauhe et aJ. U.S Pat No 117*1^0 40 ^tton* nylon, polyester, acrvlic al***. fih^r* .u 
and in Klintworth. Jr. U.S. Pat No 4 9?. 3M ' S ^ Adv -»««8eously, the Sng £«, Sst^on or 

chosen carefully to avoid causinTthe ^T* U, * e P res «»ce of the lurdenable liquid resin for 
prepolymer to gel and/or harden premature" * M subst "«»». Periods of time, for example, from " vert! 

In practice, the colored orthopedic casts are highly ' mon ' hs «° » «c«s of. ye*-, without any advise efT« 
£"3 "fJS" Mny Patien,S " There «' "oweve?. X,- Sv'^ h<,Uid ^ n on U,e ^'o™* »gent1»d~tS 
Z^X-T^ ^i^^ — ' ^ by the M« on the liquid 

o^r C i£J^ ^ «^TSSS » ira.Pfj- the coloring 

other surfaces, causing an undesirable casting room ap P 1,ed lo *e fibrous substrate by a transfer 

•PPearance and atmosphere. Sinutarly. clothing'an^S f£^!*r^ h W ^ inV0,V " " heat driv «" * uWi ™«- 
coato of physicians and cut technicians are stained bv . dyeu,g of ,ne fibrous «*!». When the fibrous sub- 
conuc, with, he colored polymer. InX m^uScSutj "V**** material, preferably polyester, the 

operation, changing from one color prepolymeT to^n 5J ^^ r ^ H m ^ e ! n »"»ultitude of one oVmore deep! 
other cm, requu-e cleaning of the c^tmg machtee^v "pearly defined colors even though the fibrous tape 
"eluding removal and clewing of coaSfaToTir^ " * pon T- mesh «n«er»l. Transfer printed oaT 
nushing of the interior of the coating^Janl ™Z °" th f r,brous fpe are crisp wd of high molutton 

As colored curing materia have^in^eo^ popu- ^ ou '«'»«'*n^ Weeding oTone portofoTSe £u 
^nty. substantial interest has been expreued ft,™ S- to ^.T .? mt ° ^Portion, of the pattern. Advanu- 
Pie colored and patterned cuts. S pi ral^rir^ c^s fr^,?* fibrous ^"as- extenably of 

fceS cT^se^^U^"^ ^^^.^^^^^ 
Juetured limb of the^en,. S2LS SSS f £ tfJ^tEK Serial of the inven- 

been made by forming the main cut bodyTut of a fin«u « ''^J*" ""f ta ye« of an orthopedic cut or 
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quirement that the hardenabJe resin, itself, be colored, 
the orthopedic bandages of the invention can be used 
without color staining of medical facilities and/or cloth- 
ing of physicians and patients. Casting bandages of dif- 
ferent colors, designs and patterns can be precoated 
using the same coating equipment without the necessity 
of rinsing and cleaning to remove colored prepolymers 
between manufacturing runs. The invention provides 
patterned casting materials in a variety of designs which 
can be attractive and desirable to children, adolescents 
and adults and can aid in lessening the mental trauma 
associated with repair of a fractured bone and/or can 
minimize the stigma associated with long term cast 
confinement. 

BRIEF DESCRIPTION OF THE DRAWINGS 

In the drawings which form a portion of the original 
disclosure of the invention: 

FIG. 1 illustrates a patterned orthopedic ion about 
the forearm of a patient; 

FIG. 2 illustrates a greatly enlarged, partial cross-sec- 
tional view of the cast of FIG. 1 taken along line 2—2; 

FIG. 3 illustrates a porous, open mesh fibrous casting 
tape having coloring agents stably retained by the fibers 
thereof and exhibiting a crisp pattern of high resolution; 

FIG. 4 illustrates one preferred knitting pattern for 
the open mesh fabric of FIG. 3; and 

FIG. 3 illustrates operation of transfer printing which 
is used to provide dyed patterns on fibrous substrates in 
preferred embodiments of the invention. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 
FIG. 1 illustrates a patterned cast 10 according to the 
invention. The cast 10 includes a continuous patterned 
casting tape 12 disposed on the outer layer of the cast. 
Casting tape 12 includes patterned areas 14 which are 
provided by one or more coloring agents visibly dis- 
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FIG. 3 illustrates a patterned casting fabric advanta- 
geously employed in the orthopedic casting tapes of the 
invention. As illustrated, fabric 30 is a knit, open mesh 
fabric including selvage edges 40 and 42 on the opposed 
transverse edges thereof. The open mesh fibrous tape 12 
includes numerous pores 46 throughout the structure of 
the fabric which allow full and complete penetration of 
the hardenable liquid polymer into the fabric and pro- 
vide porosity in the hardened cast. The fabric 12 in- 
cludes a plurality of predetermined colored portions 14 
of different colors visibly disposed on the surface of the 
fabric. Even though the fabric is porous and open mesh 
the patterns are seen to be crisp and of high resolution! 
In practice, casting tapes are typically available in 
widths ranging from about two inches (5 centimeters) to 
about 5 inches (about 13 centimeters). 

Patterned areas 14 are applied to the casting tape 12 
prior to application of the liquid polymer. The pat- 
terned areas can be prepared by stably disposing a col- 
oring agent on at least one side of the fabric by various 
known processes including pigment printing, wet print- 
ing and transfer printing. As known to the skilled arti- 
san, pigment printing involves use of inks made of pig- 
ment, resin and solvent. The ink is applied to the fabric 
and the fabric is then passed through a curing oven. The 
heat evaporates the solvent and fuses the resin and the 
pigment onto the fabric. The colors do not penetrate 
inside the fiber, but stay on the surface of it, like a paint. 
Wet printing employs dyes which penetrate into or 
combine chemically with the fiber. Wet printing can 
involve various operations following the dye applica- 
tion step to develop the dyes, wash ofT the chemicals, 
and restore the fabric to an acceptable form. As dis- 
cussed in greater detail later, the colored areas 14 on 
casting tape 12 are preferably applied by the process of 
transfer printing in which a sublimable dye is heated to 
convert the dye into a gas and the gaseous dye then 
penetrates into or combines chemically with the fiber 



posed on the fibrous tape 12. As illustrated, the visibly ^ surface 

As illustrated in FIG. 2, the cast of FIG. 1 is typically FIG Tt ? F 7** pa " erned ^ n in 

composed of a plurality of lav*r« an m i is* ^ "°: *.'* • R*cneil Knit including chain stitches or 

30 iVwUI be C ?o r£T!^'J 3*' ' ? 43 whales 50 " nd «««« «. As illustrated in FIG. 4. the 

Sough s" EfyerTST Itaed^ *l "* " Pair8 ' WhKh from «he reticular 

onhoped te cS^lm S2i J??' .* T R ^ he " Knittin * d «« n - ^ "ructure illustrated 

nmSt of £^r^J^°T PCSed ° f « rea,er or fewcr FIO. 4 having paired courses is known as a "two-ply 

2?S ISX***? 2L"T re 7T £ 1 m " 10 ° rdCr to " rovide «■ highly visible col* 

colonna aa«^l 7^£- ,s w, 10 '"eludes the » ors and patterns, it is advantageous to employ two-ply 
fac* i£ SSnilT y ° B . SUr * or ""^-P'y a P*"en» in fabrics used*. U« inv2 

22M™L ^ST^SZ Zl^T" 1 * t f Pe ' t,OD : will also be apparent from FIG. 4, the lout 
aiusedfor tav«2^™^5 J, ~ B **** c * stin 8 ttpe includes a plurality of open areas 46 which 

£n^e£^^ "■"T Advantageously, the yams employed to make fabrics 

B^U S ^t nT 4 £TL£ w W^K m ^ CXamP ^ 2?* M iU ™™<* in FIG. 4 can be spun yarns, multiple 
S7by Jien~ lmJ£t i22S Y l ^ 0nX> muncn l nmt ymm ""V™ multiple filament textured 
vided 1 nr ^L , y 2U3 ° **" ** pro " 60 y*™* Multiple filament textured polyester yarns and 

fX^JTS^ u , $pun ****** V™* Provide a desiSl^p^^ense 
«SSffi u 30 " a u h * rd * Priming $Urface for the of coloring agents. In 

fn RG ! be^ not $ho particularly preferred embodiment of the invention, 

open mesh Sr^^rS^Z ft? P ° r ° US . fabri ° " i,,ustr * ted » FIG. 4 can be formed using a 

£^l2^.^il * ^° r ° US ^ 63 tCXtUrCd P ° ,yestCr *> P^vide chain stitch 50 and 

haroS^^ OP TT T spun W yarn to provide courses 52. As discussed 

c£t 10 throughout the hardened m greater detail later, this and similar fabrics can be 

knit, followed by a heat treatment to shrink the fabric in 
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order to provide an extensibility of greater than about 
15% in the longitudinal direction. 

Extensmiliry in the longitudinal direction provides a 
desirably conformable casting tape which can readily 
conform to the bandaging surfaces of a patient's limb 
without requiring the need for so-called "tucks", 
wherein a portion of the fabric is tucked underneath 
itself. Whether or not the fabric is extensible; and 
whether or not the fabric is shrunk, advantageously the 



fabric, as printed, has an optical density, as determined 10 ™«Z * COatm 8 r hich * sus * 

by the number of whales, courses, weave oartern and l ° absor P tlon or rcact,on ™* heat transfer 



by the number of whales, courses, weave pattern and 
fabric construction, so that the coloring agent can 
readily be applied to the fabric. Fabrics having about 
8-15 whales per inch and between about 12 and about 
20 courses per inch (in a two-ply fil fabric) have been 
found particularly advantageous. 

FIG. 5, illustrates operation of the preferred transfer 
printing process which is advantageously employed to 
stably color casting tapes of the invention. Transfer 



tures. Advantageously, the fabric is padded with the 
resin solution and passed under a radiant heater set to a 
temperature of greater than 450* C, for example, from 
450* to about 600* C, for a time period of from one to 
about ten minutes, for example, from about two about 
five minutes. Such treatment can cure the applied resin 
to provide a glass fabric with a soft hand, but which is 
coated with a cured acrylic resin. The resultant fiber is 
thereby provided with a surface coating which is sus- 



15 



printing is a two-step process. First, the desired color or 20 P rcm * turc . , y- Other organic and inorganic chemical; 
pattern is printed on paper substrate 60 using a resin m J mnute amounts can cause the premature hard 



pattern is printed on paper substrate 60 using a resin 
based ink 62 containing a sublimable dye indicated gen- 
erally by dots «4. Next, the printed paper is placed in 
contact with a fabric represented by fiber 66. Heat and 



dyes. 

It has been found that the transfer printing process is 
particularly advantageous for providing the casting 
materials of this invention for a number of reasons. 
Resins used to impregnate casting materials, and partic- 
ularly the polyurethane prepolymers, are highly reac- 
tive. Thus, in the presence of even minor amounts of 
moisture the resins are known to gel and/or harden 
prematurely. Other organic and inorganic chemicals 



pressure are applied to the back 60a of paper substrate 25 ,iquid resins ***** tnc resui t that the resin itself becomes 
60. The dye which is bound within the resin ink 62 is colored and/or the coloring on the fabric bleeds or 



60. The dye which is bound within the resin ink 62 is 
converted into a gas 64a by the heat and the dye con- 
denses on the fiber surface and subsequently diffuses 
into the interior of the fiber. As shown in FIG. 3, the 
dye 64* in the fiber surface typically diffuses only par- 
tially through the fiber with the result that the backside 
66a of transfer printed fabrics are usually not colored. 

The transfer printing process is known in the art and 
is discussed in detail in various publications available to 
the skilled artisan. Specific information regarding trans- 35 
fer printing can be found, for example, in PROCEED- 
INGS, SYMPOSIUM ON TRANSFER PRINTING 
The 46th TRIANNUAL RESEARCH AND TECH 



ening of the resins. Similarly, the liquid resins are, in 
many cases good solvents for many organic materials. 
Thus, various colorant materials can be dissolved by the 
liquid resins with the result that the resin itself becomes 



fades. However, with transfer dyes used in the inven- 
tion, and particularly with receptive substrates, it has 
been found that the dye is held fast by the fiber, in many 
3q cases for extended periods of time. Moreover, the trans- 
fer dyeing process is capable of providing printed pat- 
terns on open mesh, highly porous casting tapes while 
providing a deep, crisp high resolution pattern on the 
casting substrate. 

Preferred casting tapes of the invention are shelf 
stable when packaged in a sealed pouch with the liquid 
resin precoated onto the substrate. Advantageously, the 
resin coated casting materials have a shelf stability as 
measured by accelerated testing, of at least one week 



NOLOGY CONFERENCE (Mar. 24-25, 1976) pub- vy «*acnnca icsung, of at least one week 

lished by Textile Research Institute, Princeton, New 40 when stored at 50 # C. Most advantageously, the casting 
Jersey; and in TRANSFER PRINTING MANUAL, materials have a shelf stability of greater than about two 
Charles Reichman, Ed.; National Knitted Outerwear months when stored at a temperature of 50* C. which is 
Association, New York, N.Y. (1976). The. foregoing believed to be indicative of a shelf life of about two 
materials are hereby incorporated by reference. years or greater under normal conditions. Transfer 

Transfer printing (also known as heat transfer print- 45 dved polyester casting tapes when coated with polyu re- 
st Or Sublimation nrinrinol i« tvni**a11v armf*ifilUk«i4 thane rMin mmnncitMna » Ai*~l~~4 v-«— 1 1 c n_. 



ing or sublimation printing) is typically accomplished 
using disperse dyes and a heating temperature of on the 
order of 200* C, for example 210* C. Sublimable dis- 
perse dyes arc well known to the skilled artisan and are 
discussed in greater detail in the above-identified refer- 50 
ences. Heat transfer printing is particularly effective on 
polyester fabrics but can also be used on natural fibers, 
nylon and acrylic fibers. For example, with nylons it is 
possible to introduce into to the structure of a conven- 
tional disperse dye, a reactive moiety capable of react- 55 
ing with the amino group on the polyamide (nylon) 
substrate. With acrylics, various materials can be added 
to the printing ink or paste to improve transfer of the 
dyes. Likewise, with natural materials such as wool and 



thane resin compositions as disclosed in Yoon U.S. Pat. 
No. 4,433,680, which is hereby incorporated by refer- 
ence, are capable of meeting these shelf stability condi- 
tions. 

Preferred polyester casting tapes of the invention 
have an extensibility of greater than about 10%. These 
polyester casting materials are made by a process 
wherein the fabric is knit employing a textured polyes- 
ter yarn as the knit stitch or whale yarns of the knit 
fabric. Thereafter, the knit yarn is passed through a 
heated oven or other heating zone in a substantially 
tensionless condition or under conditions wherein the 
knit fabric is overfed through the heating zone. For 
example, the knit fabric can be fed through a heating 



* ; — ' — .ueiwuow )ih.u w wwi situ vMuu^iv, uic uui none can dc icq inrougn a neating 

cotton, various pretreatments can be conducted to pro- 60 oven, heated to a temperature of about 400 to 450* F., 

vide a coatino rm th+ liH** uhAm r^. .....u i^<* ** r • _ * ~ , A . - 



. — — — . v pra W 

vide a coating on the fiber surface to make the fibers 
more receptive to transfer printing. Transfer printing 
has also been carried out in accordance with this inven- 
tion, on glass fabrics, i.e., knit casting tapes composed of 
glass fibers. It has also been found that improved print- 65 
ing on glass fabrics can be accomplished by precoating 
the glass fabric with a water based acrylic solution 
followed by a curing treatment at elevated tempera- 



for example, 425* F., for a period of 10-30 seconds, for 
example, 20 seconds. During this treatment, the fabric 
shrinks, for example, in an amount of about 10% to 
about 30%, to provide a knit polyester fabric having an 
extensibility of greater than about 15%, preferably 
greater than about 20%. Extensibility can be measured 
by attaching a static weight of about 680 grams per inch 
width of fabric, to the fabric and measuring the result- 
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ing fabric extension -which is then expressed as a per- 
centage of the fabric length prior to extension. 

Following heat treatment to provide extensibility, the 
fabric is subjected to transfer printing using a continu- 
ous drum type transfer printing apparatus as known to 
the skilled artisan According to another aspect of the 
invention, it has been found that extensibility in the knit 
fabric can be maintained following the transfer printing 
process by feeding the polyester fabric through the 
transfer printing machine in a relaxed, i.e., tension-free 
form. This can be accomplished by festooning the im- 
printed casting tape into containers prior to the transfer 
printing treatment so that the fabric is not stretched as it 
is removed from the container and passed through the 
heated printing zone. The transfer printing step is ad- 
vantageously conducted at a temperature which is 
about the same or less than the temperature previously 
used to shrink the fabric. The casting tape is thereafter 
advantageously packaged in moisture proof containers, 
such as plastic bags, following transfer printing so that 
it does not absorb moisture. 

Thereupon, the transfer printed casting tape is treated 
to apply a polyurethane prepolymer. The prepolymer is 
applied in a dry atmosphere to the fabric by a reverse 
roll coating or other coating technique known to form 
cast bandages. The weight of prepolymer on the fabric 
can range from about 60 to 400 grams per square meter, 
preferably between about 80 to 300 grams per square 
meter to thereby provide a prepolymer weight of be- 
tween about 30% and 70% by weight, based on the 
weight of the coated tape. The skilled artisan will rec- 
ognize that the amount of prepolymer will depend in 
part on the nature and composition of the fibrous tape 
and on the specific tape construction. Immediately after 
the prepolymer is applied to the fabric, the coated fabric 
is packaged in an inert atmosphere to prevent any 
contact with atmospheric moisture. 

As indicated previously* numerous polyurethane pre- 
polymer are known and can be successfully employed 40 
in the invention. The preferred polyurethane prepoly- 
mer is made from diphenylmethanediisocyanate con- 
taining carbodiimide groups. These diisocyanates are 
reacted with a polyol containing a plurality of func- 
tional groups, for example two to three functional 45 
groups. The polyols may be diols or triols or mixtures of 
diols and triols. Preferred polyols are poly(oxy- 
propylene)glycol having a hydroxy! number of 103 and 
a poly(oxypropylene)triol having a hydroxy] number of 
232. The molecular weight of the polyols is usually 50 
below 2,000, preferably in the range of 700 to 1,500, and 
most preferably between about 700 to 1,000. 

The ratio of polyisocyanate to the polyol in the pre- 
polymer reaction mixture is best expressed by the equiv- 
alent ratio. Equivalent weight is determined by dividing 55 
the molecular weight of each particular component by 
its functionality or number of functional groups in the 
compound. The equivalent ratio is the ratio of the 
equivalency of the isocyanate to the polyol. The equiva- 
lent ratio in the preferred systems should be between 2: 1 
to approximately 15:1 equivalents of the polyisocyanate 
to the polyol and preferably from 2:1 to 10:1. These 
components are combined so that there is in excess of 
from 5% to 30% NCO groups in the prepolymer. The 
prepolymer also contains from 0.1% to 10% by weight, 65 
based on the weight of the total mixture, of the dimor- 
pholinodiethylether catalyst described in the above- 
identified Yoon patent. Particularly preferred polyure- 
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thane prepolymers are described in the working exam- 
ples of Yoon U.S. Pat. No. 4,433,680. 

Various known additives can be incorporated into the 
prepolymer such as, for example, viscosity modifiers, 
uv stabilizers and/or antioxidants. Where desirable, 
various dyestuffs can also be incorporated into the pre- 
polymer in order to provide different color effects for 
the resulting cast. The invention is also particularly 
useful in combination with prepolymers other than the 
water curable polyurethane prepolymers. For example, 
the casting materials of the invention can be used in 
combination with two component prepolymer systems, 
such as epoxy based systems, unsaturated polyester 
systems and polyurethane systems where the isocyanate 
is maintained separately from the polyol. In such sys- 
tems, the casting tape, which is preprinted with a color- 
ing agent, is maintained separately from one or both of 
the prepolymer reactants until just prior to use. The 
casting tape may thus be packaged uncoated, or coated 
with only one component of the system and rolled into 
a roll. A separate portion of the pouch, or a separate 
pouch, contains either the second polymer component 
or the liquid prepolymer. Just prior to using the casting 
tape to form a cast on the limb of a patient, the physician 
or cast technician applies the prepolymer material or 
the second component thereof to the roll in order to 
initiate hardening of the resin. Various coloring agent 
printed on fibrous tapes, although not shelf stable for 
extended periods of time, are stably retained by fibrous 
tapes in the presence of the liquid prepolymer under 
these conditions. 

The invention has been described in considerable 
detail with specific reference to various preferred em- 
bodiments. However, variations and modifications can 
be made without departure from the spirit and scope of 
the invention as described in the foregoing specification 
and defined in the appended claims. 
That which is claimed: 

1. An orthopedic cast bandage comprising: 

(a) an open mesh fibrous tape; 

(b) a hardenable liquid resin coated on the fibrous 
tape and being capable of curing to form a hard- 
ened plastic; and 

(c) at least one coloring agent visibly disposed on at 
least a portion of the fibrous tape, the coloring 
agent being stably retained by the fibrous tape 
while the tape is in a soft state in the presence of the 
hardenable liquid resin, wherein after the liquid 
resin becomes hard there is substantially no adverse 
effect on the coloring agent. 

2. The orthopedic cast bandage of claim 1 wherein 
the open mesh fibrous tape comprises fibers selected 
from the group consisting of polyester, cotton, and glass 
fibers. 

3. The orthopedic cast bandage of claim 2 wherein 
the hardenable liquid resin is a water hardenable poly- 
urethane prepolymer. 

4. The orthopedic cast bandage of claim 3 wherein 
the liquid resin coated open mesh fibrous tape is storage 
stable for a period in excess of two months at 30* C. 
when packaged in a sealed container. 

3. The orthopedic cast bandage of claim 1 wherein 
the liquid resin coated on the fibrous tape is storage 
stable for a period in excess of one week at 50* C. when 
packaged in a sealed container. 

6. The orthopedic cast bandage of claim 1 wherein 
the liquid resin coated open mesh fibrous tape has an 



